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Description
Technical Field

[0001] The present disclosure relates to a method of
processing a flat display and a flat cover glass to manu-
facture a curved display device.

Background Art

[0002] As a demand for high-resolution and high-visi-
bility displays increases in the fields of automobiles, mo-
bile devices, TVs, and the like, in recent years, display
devices having excellent characteristics such as thinness
and flexibility have been developed in the field of display
technology. In particular, a curved display device for in-
creasing the visibility of a display has been actively de-
veloped.

[0003] On the other hand, the display device is provid-
ed with a display for displaying screen information and a
cover glass for protecting the display. In order to manu-
facture a curved display device, a curved cover glass
must be provided therein. The curved cover glass must
be processed to have the same curvature as that of the
curved display.

[0004] Inthe related art, the curved display device has
been manufactured by a method of bonding a light-trans-
mitting adhesive layer to a flexible display and then bond-
ingitto a curved cover glass. In this method, since curved
lamination must be performed, there is a problem in that
a process difficulty is increased, and a curved lamination
process must be redesigned when there is a variation in
a curved surface of the display device.

[0005] US 2019/077262 A1 discloses a method of
forming a curved vehicle display. KR 2007 0113615 A
discloses an apparatus for manufacturing a flat panel dis-
play. US 2017/255033 A1 discloses a method of manu-
facturing a curved display device.

Disclosure of Invention

Technical Problem

[0006] Therefore,toobviate those problems, anaspect
of the detailed description is to provide a manufacturing
method capable of easily bonding a curved display and
a curved cover glass during the manufacture of the
curved display.

Solution to Problem

[0007] To achieve these and other advantages and in
accordance with the purpose of the presentinvention, as
embodied and broadly described herein, there is provid-
ed a method of manufacturing a curved display device,
as defined in appended claim 1, the method including
coupling a flat display, an optical clear adhesive, and a
cover glass to manufacture a flat display assembly, ap-
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plying an adhesive to an edge of the flat display assem-
bly, seating the flat display assembly on a curved jig,
sucking the flat display assembly to a surface of the
curved jig using a vacuum hole disposed in the curved
jig such that the flat display assembly is bent, and cou-
pling a backlight unit to a region to which the adhesive
is applied, wherein the coupling of a backlight unit to a
region to which the adhesive is applied comprises curing
the adhesive while the backlight unit is pressed to the
display assembly so as to maintain a bent state of the
display assembly.

[0008] Accordingtoanembodiment,the curved jig may
be provided with a plurality of vacuum holes, and the
sucking of the flat display assembly to a surface of the
curved jig may be performed by depressurizing an inside
of the vacuum holes.

[0009] According to an embodiment, the seating of the
flat display assembly on a curved jig may be performed
by a first lift pin coming into contact with a central portion
of the flat display assembly and a second lift pin coming
into contact with an edge portion of the flat display as-
sembly.

[0010] According to an embodiment, each of the first
and second lift pins may include a vacuum suction pad
that is vacuum-sucked to the display assembly.

[0011] According to an embodiment, the seating of the
flat display assembly on a curved jig may include seating
the flat display assembly on first and second lift pins,
moving the first and second lift pins to the curved jig such
that the flat display assembly and the curved jig overlap
each other, and descending the first and second lift pins
to seat the flat display assembly on the curved jig.
[0012] According to an embodiment, the descending
of the first and second lift pins to seat the flat display
assembly on the curved jig may be performed by de-
scending the first and second lift pins until the flat display
assembly comes into contact with an uppermost portion
of the curved jig, and the sucking of the flat display as-
sembly to a surface of the curved jig may be performed
by descending the second lift pin.

[0013] According to an embodiment, the sucking of the
flat display assembly to a surface of the curved jig may
be performed while maintaining a suction force of the
vacuum suction pad provided in the second lift pin.
[0014] According to an embodiment, the coupling of a
backlight unit to a region to which the adhesive is applied
may include fixing the display assembly and the backlight
unit with a clamp so as to maintain the display assembly
in a bent state.

[0015] According to an embodiment, the method may
further include fixing the display assembly with a clamp
to maintain the display assembly in a bent state after
sucking the flat display assembly to a surface of the
curved jig.

[0016] According to an embodiment, the coupling of a
flat display, an optical clear adhesive, and a cover glass
to manufacture a flat display assembly may be performed
by roll lamination.
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Advantageous Effects of Invention

[0017] In accordance with the detailed description, a
roll lamination process may be performed when a display
and a cover glass are in a flat state, and thereby it is not
required to design a lamination process for a curved sur-
face. Further, according to the present disclosure, a
curved surface of a curved jig may be changed according
to a curvature of a display assembly to be implemented,
thereby maximizing the productivity and profitability of a
curved display.

Brief Description of Drawings

[0018]

FIG. 1 is a flowchart showing a method of bonding
a curved cover glass to a display in the related art.

FIG. 2 is a conceptual view showing a method of
bonding a curved cover glass to a display in the re-
lated art.

FIGS. 3to 6 are conceptual views showing a method
of manufacturing a curved display device according
to the present disclosure.

FIGS. 7 to 11 are conceptual views showing a meth-
od of assembling a backlight unit and a back cover
in a state in which a display assembly is physically
bent.

FIG. 12 is a conceptual view showing an instrument
panel for a vehicle.

Mode for the Invention

[0019] Hereinafter, an embodiment disclosed herein
will be described in detail with reference to the accom-
panying drawings, and the same or similar elements are
designated with the same numeral references regardless
of the numerals in the drawings and their redundant de-
scription will be omitted. A suffix "module" and "unit" used
for constituent elements disclosed in the following de-
scription is merely intended for easy description of the
specification, and the suffix itself does not give any spe-
cial meaning or function. In describing an embodiment
disclosed herein, moreover, the detailed description will
be omitted when specific description for publicly known
technologies to which the invention pertains is judged to
obscure the gist of the present disclosure. Furthermore,
it should be noted that the accompanying drawings are
merely illustrated to easily explain the concept of the in-
vention, and therefore, they should not be construed to
limit the technological concept disclosed herein by the
accompanying drawings.

[0020] Moreover, it will be understood that when an
element such as a layer, region or substrate is referred
to as being "on" another element, it can be directly on
the other element or an intermediate element may also
be interposed therebetween.

[0021] Prior to describing a manufacturing method ac-
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cording to the present disclosure, a method of bonding
a curved cover glass to a display in the related art will be
described.

[0022] FIG. 1isa flowchartshowing a method of bond-
ing a curved cover glass to a display in the related art,
and FIGS. 2 and 3 are conceptual views showing a meth-
od of bonding a curved cover glass to a display in the
related art.

[0023] Referring to the drawings, first, removing a pro-
tective film 120a from one surface of an optical clear ad-
hesive (OCA) 110 both surfaces of which are covered
with protective films 120a and 120b, and pressing a flat
display 130 against the optical clear adhesive 110 (S101
to S104) is carried out.

[0024] At this time, pressing between the optical clear
adhesive 110 and the flat display 130 may be performed
by a roll lamination method (R), but is not limited thereto.
[0025] Then, removingairbubblesformedbetweenthe
optical clear adhesive 110 and the flat display 130 (S105)
is performed. Here, the removing of the air bubbles may
be carried out by atmospheric defoaming (auto clave).
[0026] Then, removing the protective film 120b from
one surface of the optical clear adhesive 110 and attach-
ing the optical clear adhesive 110 to a curved cover glass
140 is carried out. At this time, the optical clear adhesive
110 to which the display 130 is attached is bonded to the
cover glass 140 through roll lamination (R). In this proc-
ess, the flat display 130 is bent.

[0027] Then, removingairbubblesformedbetweenthe
optical clear adhesive 110 and the cover glass 140
(S110) is carried out. Here, the removing of the air bub-
bles (S110) may be carried out atmospheric defoaming
(auto clave). In the present specification, a state in which
the cover glass 140, the optical clear adhesive 110, and
the display 130 are bonded will be referred to as a display
assembly 100.

[0028] Subsequenttothe completion of the display as-
sembly 100, assembling a back cover to the display as-
sembly is carried out. When the display included in the
display assembly is an LCD display, assembling a back-
light unit is carried out prior to the assembly of the back
cover.

[0029] Meanwhile, a separate adhesive may be used
to prevent separation between the back cover and the
display assembly when assembling the display assembly
and the back cover.

[0030] The foregoing method in the related art has a
problem in that it is difficult to implement a facility for a
curved surface because roll lamination must be per-
formed on the curved cover glass. In addition, there are
disadvantages in that it is difficult to manufacture the
curved cover glass and the price is very high compared
to a flat cover glass. The present disclosure provides a
manufacturing method forimplementing a curved display
device using a flat cover glass and a flat display.
[0031] Specifically, the present disclosure provides a
manufacturing method capable ofimplementing a curved
display while using an existing roll lamination facility for
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bonding a flat cover glass and a flat display as it is.
[0032] FIGS. 3 to 6 are conceptual views showing a
method of manufacturing a curved display device accord-
ing to the present disclosure.

[0033] Referring to the drawings, first, removing a pro-
tective film 220a from one surface of an optical clear ad-
hesive (OCA) 210 both surfaces of which are covered
with protective films 220a and 220b, and pressing a flat
display 230 against the optical clear adhesive 210 is car-
ried out.

[0034] Here, the optical clear adhesive 210 may be a
silicone-based or acrylic-based optical clear adhesive
210, but is not limited thereto.

[0035] In this case, pressing between the optical clear
adhesive 210 and the flat display 230 is performed in a
roll lamination method. The bonding process may be per-
formed inside a vacuum chamber. A pressure inside the
chamber may be 10 to 1000 Pa.

[0036] An inside of the vacuum chamber includes an
adhesive chuck or an electro static chuck (ESC) capable
of sucking the optical clear adhesive 210 and the display
230, and is provided with a robot or transfer device for
putting and taking the display 230 therein and therefrom.
Further, the vacuum chamber is disposed with upper/low-
er adhesive chucks thereinside, and configured with suc-
tion lift pins for transferring the optical clear adhesive 210
and the display 230, and separate vacuum suction holes
to fix the optical clear adhesive 210 and the display 230
to the adhesive chucks. In addition, a plurality of optical
devices for precisely aligning the optical clear adhesive
210 and the display 230 may be disposed inside the vac-
uum chamber.

[0037] Meanwhile, immediately after the optical clear
adhesive 210 and the display 230 are putinto the vacuum
chamber, depressurization inside the vacuum chamber
may notbe completed. Inthe presentdisclosure, an align-
ment between the optical clear adhesive 210 and the
display 230 and depressurization inside the chamber are
simultaneously performed.

[0038] Accordingly, an alignment between the optical
clear adhesive 210 and the display 230 may be per-
formed at pressures of 100 to 1000 Pa, and a bonding
process between the optical clear adhesive 210 and the
display 230 may be performed in a vacuum atmosphere
of 10 to 500 Pa.

[0039] Next, removing air bubbles formed between the
optical clear adhesive 210 and the flat display 230 is car-
ried out. Here, the removing of the air bubbles may be
carried out by atmospheric defoaming (auto clave).
[0040] In one embodiment, the defoaming condition
may be performed at pressures of 3 to 15 kg/cmZ2, at
temperatures of 24 to 80 °C for 4 to 15 minutes.

[0041] Next, removing the protective film 220b from
one surface of the optical clear adhesive 210 and attach-
ing the optical cover glass 210 to the flat cover glass 240
is performed. At this time, the optical clear adhesive 210
to which the display 230 is attached is bonded to the
cover glass 240 through roll lamination (R). This process
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is performed inside the foregoing vacuum chamber.
[0042] An alignment between the optical clear adhe-
sive 210 and the cover glass 240 is performed at pres-
sures of 100 to 1000 Pa, and a bonding process between
the optical clear adhesive 210 and the cover glass 240
may be performed in a vacuum atmosphere of 10 to 500
Pa.

[0043] Next, removing air bubbles formed between the
optical clear adhesive 210 and the flat display 230 is car-
ried out. Here, the removing of the air bubbles may be
carried out by atmospheric defoaming (auto clave).
[0044] In one embodiment, the defoaming condition
may be performed at pressures of 3 to 15 kg/cmZ2, at
temperatures of 24 to 80 °C for 4 to 15 minutes.

[0045] Then, since the flat cover glass 240 is bent at
an outer side of the display 230 in the process, an area
of the flat cover glass 240 must be larger than that of the
display 230. When the defoaming step is finished, the
display assembly 200 is completed.

[0046] Hereinafter, a process of assembling a back-
light unit and a back cover to the display assembly 200
will be described.

[0047] Referring to FIG. 4, applying an adhesive 250
to an edge of the display assembly 200 is carried out.
Here, the edge denotes an edge of the flat cover glass
240 that does not overlap the display 230.

[0048] The adhesive 250 may be an acrylic-based, sil-
icone-based, or urethane-based adhesive, but is not lim-
ited thereto. The adhesive may also be an adhesive in
the form of a film. Meanwhile, a curing method of the
adhesive may be UV curing, thermal curing, or natural
curing. The curing method of the adhesive may vary de-
pending on the type of the adhesive.

[0049] Then, applying an external force to bend the
display assembly 200 is performed. The bending of the
display assembly 200 will be described in detail later.
[0050] Meanwhile, in order to assist a physical force
for bending the display assembly 200, a first clamp C1
may be disposed at an edge of the display assembly 200.
However, the first clamp C1 is not essentially required.
[0051] Then, a part of the backlight unit 400 is brought
into contact with a position where the adhesive 250 is
applied, and the adhesive 250 is cured. In this case, a
second clamp C2 may be provided at an edge of the
backlight unit 400 such that the display assembly 200
and the backlight unit 400 are strongly coupled to each
other. The adhesive 250 is cured while the second clamp
C2is provided.

[0052] Then, applying the adhesive 250 to the back-
light unit 400 is carried out. Here, since the adhesive 250
is used for the purpose of coupling the backlight unit 400
and the back cover 500 to each other, a position to which
the adhesive 250 is applied may vary depending on
shapes of the backlight unit 400 and the back cover 500.
The adhesive 250 must be applied to a region where the
backlight unit 400 and the back cover 500 come into con-
tact with each other.

[0053] The adhesive 250 may be an acrylic-based, sil-



7 EP 4 006 632 B1 8

icone-based, or urethane-based adhesive, but is not lim-
ited thereto. The adhesive 250 may be an adhesive in
the form of a film. Meanwhile, a curing method of the
adhesive 250 may be UV curing, thermal curing, or nat-
ural curing. The curing method of the adhesive may vary
depending on the type of the adhesive.

[0054] Then, coupling the back cover 500 thereto is
performed. In this case, the back cover 500 may be cou-
pled to the backlight unit 400 in a state in which the ad-
hesive layer 250 is formed in a partial region. The adhe-
sive layer 250 formed on a partial region of the back cover
500 increases a coupling force between the backlight
unit 400 and the back cover 500.

[0055] Subsequent to coupling the back cover 500 to
the backlight unit 400, curing the adhesive 250 to the
backlight unit400 is carried out. At this time, a third clamp
may be provided at an edge of the back cover 500 such
that the back cover 500 and the backlight unit 400 are
strongly coupled to each other. The adhesive 250 is cured
in a state in which the third clamp is provided.

[0056] As described above, in the present disclosure,
a curved display is manufactured by physically bending
a flat cover glass. For this reason, the present disclosure
does not require a curved lamination process. Through
this, the present disclosure may allow a curved display
to be implemented while using an existing roll lamination
facility for bonding a flat cover glass and a flat display as
it is.

[0057] Hereinafter, a method of assembling the back-
light unitand the back cover in a state in which the display
assembly is physically bent will be described in more
detail.

[0058] FIGS. 7 to 11 are conceptual views showing a
method of assembling a backlight unit and a back cover
in a state in which a display assembly is physically bent.
[0059] First, referring to FIG. 7, the flat display assem-
bly 200 is put into a flat type loader unit. The display
assembly 200 is loaded on a flat type chuck 700 by the
lift pins 720. A plurality of holes 710 may be disposed in
the flat chuck 700, and a vacuum may be formed through
the holes 710 to fix the display assembly 200 to a surface
of the chuck 700.

[0060] Meanwhile, holes are disposed in the flat chuck
700 to allow the lift pins 720 to move vertically and hor-
izontally. The lift pins 720 may transfer the display as-
sembly 200 onto the flat chuck 700 through the holes
disposed in the flat chuck.

[0061] In a state in which the display assembly 200 is
fixed on the flat chuck 700, the adhesive 250 is applied
to an edge of the display assembly 200. Then, subse-
quent to releasing the vacuum formed in the flat chuck
700, the lift pins 720 ascend.

[0062] Then, referring to FIG. 8, the display assembly
200 is transferred to a curved jig 800. At this time, two
types of lift pins 720a and 720b may be utilized. Specif-
ically, the display assembly 200 is transferred onto the
curved jig 800 by the first and second lift pins 720a and
720b. Here, the first lift pin 720a comes into contact with
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a central portion of the display assembly 200, and the
second lift pin 720b comes into contact with an edge of
the display assembly 200. Meanwhile, each of the first
and second lift pins 720a and 720b may include a vacuum
suction pad that is vacuum-sucked to the display assem-
bly 200. A vacuum is formed in the vacuum suction pad
to fix the display assembly 200 when the first and second
lift pins 720a and 720b transfer the display assembly 200.
[0063] Holes are disposed inthe curved jig 800 to allow
the lift pins to move vertically and horizontally. The curved
jig 800 is a frame for processing the display assembly
200 into a curved surface.

[0064] Subsequent to transferring the display assem-
bly 200 onto the curved jig 800, the first and second lift
pins 720a and 720b descend. Here, the first and second
lift pins 720a and 720b descend until the display assem-
bly 200 comes into contact with an uppermost portion of
the curved jig 800.

[0065] Then, referring to FIG. 9, when the display as-
sembly 200 comes into contact with the uppermost por-
tion of the curved jig 800, the first lift pin 720a stops de-
scending, and a vacuum is formed through a vacuum
hole 810 disposed in the curved jig 800. Accordingly, the
display assembly 200 is bent. The second lift pin 720b
descends together with the display assembly 200 accord-
ing to a bending speed of the display assembly 200. At
this time, the vacuum suction pad provided on the second
lift pin 720b maintains a suction force, thereby providing
an additional physical force to the display assembly 200.
That is, in the present disclosure, the display assembly
200 is physically bent using a suction force formed by a
curved jig 800 and a suction force formed by the second
lift pin 720b.

[0066] When the display assembly 200 is completely
bent, the firstand secondllift pins 720a and 720b descend
to be completely separated from the display assembly
200. At this time, in order to prevent the display assembly
200 from being bent in reverse, the clamp C1 may be
mounted at an edge of the display assembly 200.
[0067] Then, referringtoFIG. 10, the backlight unit500
is coupled to a position to which the adhesive 250 is ap-
plied. Then, subsequent to mounting the clamp C2 such
that the backlight unit 500 and the display assembly 200
are strongly coupled to each other, the adhesive 250 is
cured.

[0068] Then, referringto FIG. 11, the display assembly
200 on which the backlight unit 500 is mounted is sepa-
rated from the curved jig 800. At this time, the clamps
mounted on the display assembly 200 and the backlight
unit 500, respectively, may be sequentially separated
therefrom. The backlight unit 500 assists in maintaining
the display assembly 200 in a bent state.

[0069] According to the foregoing method, a roll lami-
nation process may be performed when a display and a
coverglass are in aflat state, and thereby itis not required
to design a lamination process for a curved surface. Ac-
cordingly, as shown in FIG. 12, a method for manufac-
turing a curved display device according to the present
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disclosure may be utilized for producing an instrument
panel for a vehicle that requires display devices 1010
and 1020 having various curvatures.

[0070]

In addition, according to the present disclosure,

since a curved surface of a curved jig may be changed
according to a curvature of a display assembly to be im-
plemented, thereby maximizing the productivity and prof-
itability of a curved display.

Claims

1.

A method of manufacturing a curved display device,
the method comprising:

coupling a flat display (230), an optical clear ad-
hesive (210), and a flat cover glass (240) toman-
ufacture a flat display assembly (200);
applying an adhesive (250) to an edge of the flat
display assembly (200);

seating the flat display assembly (200) on a
curved jig (800);

sucking the flat display assembly (200) to a sur-
face of the curved jig (800) using a vacuum hole
(810) disposed in the curved jig (800) to bend
the flat display assembly (200); and

coupling a backlight unit (500) to a region to
which the adhesive (250) is applied,

wherein the coupling of a backlight unit (500) to
a region to which the adhesive is applied com-
prises curing the adhesive (250) while the back-
light unit (500) is pressed to the display assem-
bly so as to maintain a bent state of the display
assembly.

The method of claim 1, wherein the curved jig (810)
is provided with a plurality of vacuum holes (810),
and

the sucking of the flat display assembly (200) to a
surface of the curved jig is performed by depressu-
rizing an inside of the vacuum holes (810).

The method of claim 1, wherein the seating of the
flat display assembly (200) on a curved jig is per-
formed by a first lift pin (720a) coming into contact
with a central portion of the flat display assembly
(200) and a second lift pin (720b) coming into contact
with an edge portion of the flat display assembly
(200).

The method of claim 3, wherein each of the first and
second lift pins (720a, 720b) comprises a vacuum
suction pad that is vacuum-sucked to the display as-
sembly.

The method of claim 4, wherein the seating of the
flat display assembly (200) on a curved jig compris-
es:
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6.

10.

seating the flat display assembly (200) on first
and second lift pins;

moving the first and second lift pins (500) to the
curved jig such that the flat display assembly
(200) and the curved jig overlap each other; and
descending the first and second lift pins (500)
to seat the flat display assembly (200) on the
curved jig.

The method of claim 5, wherein the descending of
the first and second lift pins (500) to seat the flat
display assembly (200) on the curved jig is per-
formed by descending the first and second lift pins
(500) until the flat display assembly (200) comes into
contact with an uppermost portion of the curved jig,
and

the sucking of the flat display assembly (200) to a
surface of the curved jig is performed by descending
the second lift pin (720b).

The method of claim 5, wherein the sucking of the
flat display assembly (200) to a surface of the curved
jig is performed while maintaining a suction force of
the vacuum suction pad provided in the second lift
pin (720b).

The method of claim 1, wherein the coupling of a
backlight unit (500) to a region to which the adhesive
is applied comprises fixing the display assembly and
the backlight unit (500) with a clamp so as to maintain
the display assembly in a bent state.

The method of claim 1, further comprising:

fixing the display assembly with a clamp to maintain
the display assembly in a bent state after sucking
the flat display assembly (200) to a surface of the
curved jig (800).

The method of claim 1, wherein the coupling of a flat
display, an optical clear adhesive, and a cover glass
to manufacture a flat display assembly (200) is per-
formed by roll lamination.

Patentanspriiche

1.

Verfahren zum Herstellen einer gekrimmten Anzei-
gevorrichtung, wobei das Verfahren umfasst:

Koppeln einer flachen Anzeigeeinrichtung
(230), eines optisch klaren Klebstoffs (210) und
eines flachen Deckglases (240), um eine flache
Anzeigeanordnung (200) herzustellen;
Auftragen eines Klebstoffs (250) auf einen Rand
der flachen Anzeigeanordnung (200);
Auflegen der flachen Anzeigeanordnung (200)
auf eine gekrimmte Montagevorrichtung (800);
Ansaugen der flachen Anzeigeanordnung (200)
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an eine Oberflache der gekrimmten Montage-
vorrichtung (800) unter Verwendung einesinder
gekrimmten Montagevorrichtung (800) ange-
ordneten Vakuumlochs (810), um die flache An-
zeigeanordnung (200) zu biegen; und

Koppeln einer Hintergrundbeleuchtungseinheit
(500) an einen Bereich, auf den der Klebstoff
(250) aufgetragen ist,

wobei das Koppeln einer Hintergrundbeleuch-
tungseinheit (500) an einen Bereich, aufden der
Klebstoff aufgetragen ist, das Harten des Kleb-
stoffs (250), wahrend die Hintergrundbeleuch-
tungseinheit (500) an die Anzeigeanordnung
gepresst wird, umfasst, um einen gebogenen
Zustand der Anzeigeeinheit aufrechtzuerhalten.

Verfahren nach Anspruch 1, wobei die gekrimmte
Montagevorrichtung (800) mit einer Vielzahl von Va-
kuumléchern (810) versehen ist, und

das Ansaugen der flachen Anzeigeanordnung (200)
an eine Oberflache der gekrimmten Montagevor-
richtung durch Herabsetzen des Drucks in einem In-
neren der Vakuumldcher (810) ausgefihrt wird.

Verfahren nach Anspruch 1, wobei das Auflegen der
flachen Anzeigeanordnung (200) auf eine gekrimm-
te Montagevorrichtung dadurch ausgefiihrt wird,
dass ein erster Hubbolzen (720a) mit einem mittleren
Abschnitt der flachen Anzeigeanordnung (200) in
Kontakt kommt und ein zweiter Hubbolzen (720b)
mit einem Randabschnitt der flachen Anzeigeanord-
nung (200) in Kontakt kommt.

Verfahren nach Anspruch 3, wobei der erste und der
zweite Hubbolzen (720a, 720b) jeweils ein Vakuum-
saugkissen umfassen, das durch Unterdruck an die
Anzeigeanordnung angesaugt wird.

Verfahren nach Anspruch 4, wobei das Auflegen der
flachen Anzeigeanordnung (200) auf eine gekrimm-
te Montagevorrichtung Folgendes umfasst:

Auflegen der flachen Anzeigeanordnung (200)
auf einen ersten und einen zweiten Hubbolzen;
Bewegen des ersten und des zweiten Hubbol-
zens (500) zu der gekrimmten Montagevorrich-
tung derart, dass die flache Anzeigeanordnung
(200) und die gekrimmte Montagevorrichtung
einander Uberlagern; und

Absenken des ersten und des zweiten Hubbol-
zens (500), um die flache Anzeigeanordnung
(200) auf die gekrimmte Montagevorrichtung
aufzulegen.

Verfahren nach Anspruch 5, wobei das Absenken
des ersten und des zweiten Hubbolzens (500), um
die flache Anzeigeanordnung (200) auf die ge-
krimmte Montagevorrichtung aufzulegen dadurch
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10.

ausgefuhrt wird, dass der erste und der zweite Hub-
bolzen (500) abgesenkt werden, bis die flache An-
zeigeanordnung (200) mit einem obersten Abschnitt
der gekrimmten Montagevorrichtung in Kontakt
kommt, und

das Ansaugen der flachen Anzeigeanordnung (200)
an eine Oberflache der gekrimmten Montagevor-
richtung durch Absenken des zweiten Hubbolzens
(720b) ausgefiihrt wird.

Verfahren nach Anspruch 5, wobei das Ansaugen
der flachen Anzeigeanordnung (200) an eine Ober-
flache der gekrimmten Montagevorrichtung ausge-
fuhrt wird, wahrend eine Saugkraft des in dem zwei-
ten Hubbolzen (720b) bereitgestellten Vakuum-
saugkissens aufrechterhalten wird.

Verfahren nach Anspruch 1, wobei das Koppeln ei-
ner Hintergrundbeleuchtungseinheit (500) an einen
Bereich, auf den der Klebstoff aufgetragen ist, das
Fixieren der Anzeigeanordnung und der Hinter-
grundbeleuchtungseinheit (500) mit einer Zwinge
umfasst, um die Anzeigeanordnung in einem gebo-
genen Zustand zu halten.

Verfahren nach Anspruch 1, ferner umfassend:
Fixieren der Anzeigeanordnung mit einer Zwinge,
um die Anzeigeanordnung in einem gebogenen Zu-
stand zu halten, nach dem Ansaugen der flachen
Anzeigeanordnung (200) an eine Oberflache der ge-
krimmten Montagevorrichtung (800).

Verfahren nach Anspruch 1, wobei das Koppeln ei-
ner flachen Anzeige, eines optisch klaren Klebstoffs
und eines Deckglases, um eine flache Anzeigean-
ordnung (200) herzustellen, durch Rollenlaminie-
rung ausgefihrt wird.

Revendications

1.

Procédé de fabrication d’un dispositif d’affichage in-
curvé, le procédé comprenant :

le couplage d’un affichage plat (230), d’'un ad-
hésif optique transparent (210) et d’'un verre de
recouvrement plat (240) pour fabriquer un en-
semble d’affichage plat (200) ;

I'application d’'un adhésif (250) sur un bord de
I'ensemble d’affichage plat (200) ;

le placement de I'ensemble d'affichage plat
(200) sur un gabarit incurvé (800) ;

I'aspiration de 'ensemble d’affichage plat (200)
sur une surface du gabarit incurvé (800) en uti-
lisant un trou sous vide (810) disposé dans le
gabarit incurvé (800) pour plier I'ensemble d’af-
fichage plat (200) ; et

le couplage d’une unité de rétroéclairage (500)
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a une région sur laquelle 'adhésif (250) est ap-
pliqué,

dans lequel le couplage d’'une unité de rétroé-
clairage (500) a une région sur laquelle I'adhésif
est appliqué comprend le durcissement de I'ad-
hésif (250) tandis que l'unité de rétroéclairage
(500) est pressée sur I'ensemble d’affichage de
maniere a maintenir un état plié de 'ensemble
d’affichage.

Procédé selon la revendication 1, dans lequel le ga-
baritincurvé (800) est pourvu d’une pluralité de trous
sous vide (810), et

I'aspiration de I'ensemble d’affichage plat (200) sur
une surface du gabarit incurvé est réalisée en dé-
pressurisant un intérieur des trous sous vide (810).

Procédé selon la revendication 1, dans lequel le pla-
cement de I'ensemble d’affichage plat (200) sur un
gabarit incurvé est réalisé par une premiéere broche
de levage (720a) venant en contact avec une partie
centrale de 'ensemble d’affichage plat (200) et une
seconde broche de levage (720b) venant en contact
avec une partie de bord de I'ensemble d’affichage
plat (200).

Procédé selon la revendication 3, dans lequel cha-
cune des premiére et seconde broches de levage
(720a, 720b) comprend un tampon d’aspiration sous
vide qui est aspiré sous vide vers I'ensemble d’affi-
chage.

Procédé selon la revendication 4, dans lequel le pla-
cement de I'ensemble d’affichage plat (200) sur un
gabarit incurvé comprend :

le placement de I'ensemble d’affichage plat
(200) sur des premiere et seconde broches de
levage ;

le déplacement des premiére et seconde bro-
ches de levage (500) vers le gabarit incurvé de
telle sorte que I'ensemble d’affichage plat (200)
etle gabaritincurvé se chevauchent'un l'autre ;
et

I'abaissement des premiére et seconde broches
de levage (500) pour placer I'ensemble d’affi-
chage plat (200) sur le gabarit incurvé

Procédé selon la revendication 5, dans lequel
'abaissement des premiéere et seconde broches de
levage (500) pour placer 'ensemble d’affichage plat
(200) sur le gabarit incurvé est réalisé en abaissant
les premiére et seconde broches de levage (500)
jusqu’a ce que I'ensemble d’affichage plat (200) en-
tre en contact avec une partie la plus haute du gabarit
incurvé, et

I'aspiration de 'ensemble d’affichage plat (200) vers
une surface du gabaritincurvé estréalisée en abais-
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10.

sant la seconde broche de levage (720b).

Procédé selon la revendication 5, dans lequel I'as-
piration de I'ensemble d’affichage plat (200) sur une
surface du gabarit incurvé est réalisée tout en main-
tenant une force d’aspiration du tampon d’aspiration
sous vide prévu dans la seconde broche de levage
(720b).

Procédé selon larevendication 1, dans lequel le cou-
plage de l'unité de rétroéclairage (500) a une région
sur laquelle I'adhésif est appliqué comprend la fixa-
tion de I'ensemble d’affichage et de 'unité de rétro-
éclairage (500) avec une pince de maniere a main-
tenir lensemble d’affichage dans un état plié.

Procédé selon la revendication 1, comprenant en
outre :

la fixation de I'ensemble d’affichage avec une pince
pour maintenir 'ensemble d’affichage dans un état
plié aprés I'aspiration de I'ensemble d’affichage plat
(200) sur une surface du gabarit incurvé (800).

Procédé selon larevendication 1, dans lequel le cou-
plage d'un affichage plat, d’'un adhésif transparent
optique etd’un verre de recouvrement pour fabriquer
un ensemble d’affichage plat (200) est réalisé par
laminage au rouleau.
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